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INTHECTATMS 

1 (currently amended): A method for the manufacture of a piezoelec*ica, 
multilayer ^ ^tor comprising appiymg thin coats of a piezoceramic material as green 
leaves, to at least one internal electee such that the green leaves axe stacked one on me other in 
a block and the internal electrodes are brought alternate* to opposite faces of the actnatpr 
— » where they are connected together by an external electrode to form an actuator ^ 
green body; sintering the artu^r green body; abrasively shaping the sintered green 

body; applying ground metallization for the external electrode; applying an area of said actuator 
— to be insulated by thick-layer method a paste comprising an inorganic, low-sintering 
materia, or material mixture and an organic binder system, and subjecting the body coated with 
said paste to a firing process wherein the layer thickness after sintering is between 1 and 40 urn, 
preferably between 2 and 20 um or between 4 and 15 pm, wherein-the firing on of the insulating 
layer takes place together with the firing on of the external electrode and forms a continuous 
layer. 

2 (prevfoualypreMnted), The method according ,„ claim 1. wherein 
the coating aep „ perfMmed after siataiag _ shaping ^ ^ ^ fc ^ ^ ^ 

temperatures between 400 and 1200°C. 

3 (canceled) 

4 (currently tended), A method for the manufacture of a oiezoelectrioal 
multilayer compiising mlying ^ ^ rf a ^ ^ ^ 

loaves, to at leas, one internal eleetrode such that the green leaves are stack* 0B e „„ ft, 01her m 
a block rad the interna, electrode* are brought aUernate.y to opposite faces of aca^ 
«.e where they are connected together by an e*erna, electrode to fore, an actaa^ ^ 
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body; sintering the « ^ green ^ ^ y ^ ^ ^ ^ ^ 
applying ground Nation for the extend electrode; applying an M of said ^ 

^ t0 ^ inSUktCd by thick ^ «*- a Paste coding an Organic, low-sintering 
material or material mixture and an organic binder system, and subjecting * e body coated with 
said paste to a firing process wherein the layer thickness after sintering is between l and 40 m 
preferably between 2 and 20 urn or between 4 and 15 um, wherein the application of the 
insulating layer takes place alter the polarization of the actuator ^ and, by drying at 20 - 
260'C a covering of all electrodes of one polarity is formed but no covering of the electrodes of 
tbe other polarity and thus a continuous coating is not formed. 

5 (currently amended) The method according to claim 1, wherein the 
low-sintering material is PZT or is identical with the actaator a*«** material. 

6 (previouslypresented): The method according to claim 1, wherein 
the thick layer paste comprises a glass and an organic binder system. 

7 (currently amended): The method according to claim 1, wherein the thick 
layer paste is applied to the green actuator ***** body and is sintered together therewith. 

8 (previouslypresented): The method according to claim 1, wherein 
the thick layer is applied by silk-screen printing. 

9 (previouslypresented): The method according to claim 1, wherein 
the thick layer is applied by rubber-stamping or rolling. 

10 (previously presented): T he method according to claim ! 3 wherein 
the thick layer is applied by plasma spraying. 

1. 1 (currently amended): The actuator as*** manufactured by the method 

of claim 1 . 
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12 (currently amended): A system comprising the actuator ***** according 

to claim 1 1, operative^ connected to an injection valve. 

13- (previously presented) The method according to ctaim 1, wherein the coating step 
is performed after sintering and shaping and the coating is fired on at temperatures between 600 
and 1000°C. 

14. (previously presented) The method according to daim 1, wherein the coating step 
is performed after sintering and shaping and the coating is iired on at temperature* between 650 
and 850°C. 

15 (currently amended): The actuator ***** manufactured by the method 
of claim 4. 

1 6 (currently amended): A system comprising the actuator. ***** accenhng 
to claim 15, operatively connected to an injection valve. 
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